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Patent Claims 

5 1. Method for producing tillable plastic tube 

bodies, which comprises the following steps: 

a. Producing by means of an injection moulding 
method a tube body preform which has a shoulder 
region, open towards the interior of the tube 
body preform, and a closed end region; 



b. Heating the said tube body preform; 

c. Biaxially expanding the said tube body preform 
in order to bring the tube body to its final 
shape and size; and 

d. Cutting open the closed end region of the tube 
20 body. 

2- Method according to claim 1, characterized in 

that the biaxial expansion is carried out in step c.) 
using compressed air, as a blowing method. 

3. Method according to one of the preceding 
claims, characterized in that heating the tube body 
preform is performed in step b.) by means of infrared 
radiation or hot air. 

4. Method according to one of the preceding 
claims, characterized in that it further comprises the 
step of printing the biaxially expanded tube body with 
the desired tube inscription. 

5- Method according to one of the preceding 

claims, characterized in that it further comprises the 
following steps: 



Filling the biaxially expanded tube body with 
the desired contents via the open end region; 
and 
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6 " C t°Tl ° Pen - end re * io » *y -eans of welding. 

1 f 7i Meth ° d ^cording to Claim 1, which comprises 
the following steps in step a) : 

a- Filling at least two feeding containers 
(23a, b), it being the case, respectively, that 
a first thermoplastic material is filled into 
the first feeding container (23a) and a second 
thermoplastic material is fllled intQ the 
second feeding container (23b) ; 

b. Plasticizing the first and second thermoplastic 
materials in the respective feeding containers; 

c Pressing the first and second thermoplastic 
materials into an annular nozzle (lo, having at 
least two concentrically arranged • annular 
nozzle gaps (120, 220), the delivery rate being 
essentially the same in terms of direction and 
magnrtude for the first and second materials 
with the result that the homogeneity of the 
first and second materials is maintained after 
they leave the annular g aps (l20 , 2 20) ; and 

d. Pressing the plasticized materials' into a mould 

TJsull ,°* " injeCti ° n mould <3°>, with the 
result that after they have left the annular 

the ^ ^-^^ -^ting between 

the individual plasticized materials is also 
maintained in the mould cavity, the said mould 
cavity corresponding to a tube preform. 
Method according to Claim f, **■ u • 

for the thermoplastic Zr 7 ^ P ° Ssible 

*i! i-w . "-"ermopiastic material which i s iniectpri 

35 through the outer annuiar 9 ap (M0 > to be welded 

8- Method according to claim 6 or 7 the 

thermopiastic material which is inj6cted throu ; h £ 
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inner annular gap (HO) being compatible with the 
container fluid. 

9. Method according to one of the preceding Claims 

5 '. ' ° ne fUrther ~t«i»l layer, which has a 

5 diffusron-mhibiting affect on the container fluid 
being arranged between the enter and inner layers 

6-9 th M " h ,H d iCC ° rdln9 t0 ° ne <* 'he preceding claims 
69, the thermoplastic material which is injected 

or noT y , e r, ' PE '' glycol terephthalates 

or^pclyalsylane terephthalates <P ET , or polypropylene 

6- 10 th Meth ^ aCC ° rdln9 t0 one °* "e preceding claims 
throuoh L themOPlaSClC which is ln3ected 

through the inner annular gap ,120, consisting of 

11 ZttTi terephthaLtes 
or^polyalfcylene terephthalates ,P ET) or polyprcpylene 

6-U tht'T , a ° 00rdin9 to «• ° £ 'he preceding claims 
6 11, the at least one layer which ,-«„ k. 
between the cuter and <„ , arranged 

ne outer and mner layers, consisting of 
Police {WM and/or (pE) and/or and/o / (pp °* 

VDc°a r „d e ;o hyle T Vlnyl alC ° h01 (EV ° H * a " d/ - ™ 
PVDC and/or polyethylene glycol terephthalates. 

^ 6-12 th??°H aCC ° rding t0 ° n * °* «» preceding claims 
6 12, the tub. preforms having an open end region and 
being cold-stret-rhnKi^ y n ana 
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being cold-stretchable. 
14. Tube body preform characterized in that it is 

Produced using a method according to step a, of C1 ai m 



15- Finable tube body characterized in that it was 

Produced using a method according to one of olZ 
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